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NL IS0 Wisselplaathouder inwendig draaien
FR Porte-plaquette IS0 tournage intérieur
ES Portaplaquita ISO torneado interior

DE IS0 Klemmhalter innen drehen
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THERE’S NO END TO WHAT YOU CAN DO Phantoma.

IS0 Wisselplaathouder uitwendig draaien
Porte-plaquette IS0 tournage extérieur
Portaplaquita ISO torneado exterior
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NL IS0 Wisselplaten
FR Plaquettes ISO
ES Plaquitas ISO
DE IS0 Wendeplatten
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THERE’S NO END TO WHAT YOU CAN DO Phantoma.

NL Draadsnijden
FR Filetage
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remains constant with every insert / anvil combination.
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NL Slijtage soorten
FR Types d’usure

ES Tipos de desgaste
DE VerschleiBarten
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Built-up edge
(Adhesive wear)

Notching
(Adhesive/Mechanic)

Crater
(Chemical wear)

Flank wear
(Abrasive wear)

Plastic deformation
(Thermal wear)

Thermal cracks
(Thermal wear)

Breakage
(Mechanic wear)
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Maatregelen bij draaiproblemen
Problémes de tournage et solutions
Problemas de torneado y soluciones
MaBnahmen bei Drehproblemen
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NL Maatregelen bij freesproblemen
FR Problémes de fraisage et solutions
ES Problemas de fresado y soluciones
DE MaBnahmen bei Frasproblemen
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